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I/*) (57) Abstract: A method of manufacturing a rotating body (10) of a torque converter (1) capable of reducing cost for manufacturing 
the rotating body of the torque converter. The rotating body (10) comprises the turbine shell (11) of the torque converter (1), a 
plurality of turbine blades (13) fixed to the inner surface (1 la) of the turbine shell (11), and the driven plate (25) of a lockup device 
(7) fixed to the rear face (1 lb) of the turbine shell (11). The manufacturing method for the rotating body (10) comprises a first step, 

^ a second step, and a third step. In the first step, the driven plate (25) is fixed to the turbine shell 
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(1 1). In the second step, the turbine shell (11) and the plurality of turbine blades (13) are heated and the plurality of turbine blades 
(13) are fixedly brazed to the turbine shell (11). In the third step, for hardening, the rotating body (10) is rapidly cooled after heat 
treatment in the second step. 
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